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Notification of any pipe 

being installed, 1000 ft or 

more this includes mains 

and services.

Must be made prior to 

starting project.

Must contain a valid 

address or street 

intersection.

Include the County in the 

District space on the 

form.



Procedures must be on 

the job site for the task 

being performed

192.605 (a) … 

appropriate parts of the 

manual must be kept at 

location where 

operations and 

maintenance activities 

are conducted.



Manual can be web 
based/ cloud based 

etc. 

If it is kept 
electronically, you must 
know how to access it. 
You can have written 
instructions to “walk” 

you through the 
process, but you can 

not call “the office” and 
get them to help you. 
This is not acceptable 
you must be able to 

access it on your own 
in the field.



Procedures  in the 

manual that are being 

performed must be 

followed as they are 

written. 

If procedure is not being 

followed as written, it can 

result in a violation .

Can not skip a section 

because  “it doesn’t work 

that way” or “we don’t do 

it that way”



If procedures are found to 

be irrelevant , incorrect, 

outdated etc. 

Let someone know! 

There is a process to 

change them and it is not 

complicated.



Qualification proof 

should be kept on the job 

site. Each individual 

performing a covered 

task must have proof of 

qualification for that task.



Qualification proof 

should have the task that 

the individual is covered 

to perform

Date that Qualification 

was obtained and 

requalification date.



Proof of qualification for 

FUSION, MUST BE 

ONSITE WITH THE 

INDIVIDUAL doing the 

fusing.

Fusion Qualification must 

be done at least once 

every 12 months not to 

exceed 15 months



The fusion qualification that the 

PSC provides is ONLY good for 

TR-33

UNIVERSAL PROCEDURES

If you are using different 

parameters for fusing-

Temperature, Heating Times, 

Bead Size etc.

This card is NOT valid.

If you are using parameters 

different than the procedures 

you provide us and you DO NOT 

have proof of qualification 

under those procedures.

You may receive a violation and 

all of the fuses that you have 

done may be removed from 

where they were installed.



Fusion Qualification Proof MUST 

Have the Type of Fusion that is 

Covered 

EXAMPLE : 

Socket Fusion, Sidewall Fusion, 

Butt Fusion ETC.

IT Is NOT Good For Two Years

If you are using parameters 

different than the procedures 

you provide us and you DO NOT 

have proof of qualification 

under those procedures.

You may receive a violation and 

all of the fuses that you have 

done may be removed from 

where they were installed.





Procedures are 

“USUALLY” provided with 

the fitting being used. 

They are generally on the 

packaging or inside of 

the packaging.

You must follow the 

procedures provided by 

the manufacturer at a 

minimum.



Electrofusion 

Processors must be 

updated and 

calibrated in 

accordance with the 

manufacturers 

recommendations.



The majority of all 
Electrofusion fitting 
manufacturers 
procedures require “THE 
USE OF AN APPROVED 
SCRAPER” however the 
preferred method of pipe 
preparation is some type 
of “peeler” style tool.

The approved style of 
scraper varies with the 
manufacturer. 

You must have a tool that 
is specified in your 
procedures.



Pipe Scraping Tools must 

be capable of –

Removing the oxidation 

on the outer surface of 

the pipe.

Removing the material in 

a consistent smooth 

manner.



Methods that are 

NOT approved-

Abrading Cloth 

(sandpaper)

Razor Blades

“scotch brite pads”

Farriers Rasp

Pocket Knife

Putty Knife





▪Alcohol Used In the 
Electrofusion Process MUST Be 
96% or GREATER 



Depth should be marked 

to insure that pipe/ 

coupling does not shift 

during fusion.

Clamping is not required 

on every size pipe but it 

is recommended. 



Depth should be marked 

to insure that pipe/ 

coupling does not shift 

during fusion.

Clamping is not required 

on certain sizes of  pipe 

but it is recommended. 



Depth should be marked 

to insure that pipe/ 

coupling does not shift 

during fusion.

Clamping is not required 

on certain size pipe but it 

is recommended. 



Fittings Should Be 

Inspected Thoroughly 

Before Use To Ensure That 

Fittings Are Clean and 

Undamaged



▪ Fittings Should Be Inspected Thoroughly Before Use To 
Ensure That Fittings Are Clean and Undamaged

▪ Wires Were Not Coated From The Factory.







All equipment used in the 

fusion process must be in

Proper Working Condition







Can NOT use a plate without the 
Teflon Plate

Heater MUST have the Teflon plate 
on it



Butt Fusion 

Temperature is 

400 to 450 degrees 

NOT 500 degrees

Pipe Should be 

aligned properly in 

the cradle.







Not sure how a single roll 

was accomplished but 

there it is.





Unacceptable Heater Plate

No stick coating 

missing/ scratched

Plate not maintained properly



Unacceptable Heater Plate

No stick coating 

missing/ scratchedPlate not maintained properly



Unacceptable Heater Plate

Plate not maintained properly



Unacceptable Heater Plate

Plate not maintained properly



Coating Damaged Inside 

of  the Contact Area



Excessive Ink residue build 

up on heater plate



This could be considered 

acceptable, coating is still intact 

and not excessively gouged.



Cradle should move 

freely

Rails should be straight, 

smooth.

Proper Pipe inserts 

should be installed to 

match the size pipe being 

fused.



Well Maintained 

Equipment DOES 

NOT look like this.







ALL bead 

up/heating/ fusion 

pressures/ 

Temperatures must 

be followed as 

required by pipe 

manufactures charts





490-510 

degrees 



Rails should be smooth 
and clean.

Head unit should travel 
freely.

Gauge must be on the 
machine and in 
FUNCTIONING order. 
(probably should at least 
start out on zero)

Should have the proper 
pipe inserts for the size 
pipe being used.





Older fittings are not 

compatible with newer 

resin pipe



Pipe Preparation is 

Extremely Important.

Alcohol Can NOT be 

used after Pipe Has Been 

Abraded, ONLY BEFORE.



Fusion/ Heating 

Pressures Must Be 

Followed as Required by 

Fitting Manufacturer.



Acceptable Visual 

Appearance of The 

Fusion Bead Melt Pattern 

is Required to Validate 

the Fusion.





UNACCEPTABLE SIDE WALL HEATER     PLATE







Not accurate, CAN NOT 

be used as verification of 

heater plate temperature.



Simple to use.



LASER PYROMETER

▪Must be able to demonstrate the proper +/-
formula for the type of laser being used.

▪The point and shoot method does not 
necessarily give a correct/ accurate reading.







Pipe should be handled 

properly at ALL times.

This includes how it is 

stacked and stored on the 

job site.

ALL pipe manufacturers 

have guidelines on how 

pipe should be stored 

and handled.







If pipe is strung out and 

being pulled, it should be 

inspected to assure that it 

is not being damaged. 









Pipe appears to have 

been moved by use of 

bucket tooth.



Pipe appears to have 

been moved by use of 

bucket 



Pipe appears to have 

been moved by 

excavator tracks



Pipe appears to have 

been moved by 

excavator tracks



Protect the Pipe in Some 

Way!



Protect the Pipe in Some 

Way!



















Inspect the pipe prior to 

fusion and prior to 

installing in ditch or 

pulling into the bore.















BOTTOM LINE

▪Become familiar with the procedures put in 
place by the company you are working for.

▪FOLLOW the procedures that have been put 
into place for use.



192.321 (e)……tracer 

wire may not be 

wrapped around the 

pipe and contact with 

the pipe must be 

minimized but is not 

prohibited…..



Make sure you adhere to 

the 18” rule on spotting 

located facilities. This 1” 

water tap was 1.5 inches 

outside of the small 

pothole that was used to 

spot the main.



• Have a valid line locate number

• Be prepared to show proof of Qualification

• Be able to provide procedures for the task you are 
performing

• We will check your equipment for proper operation

• Be prepared to demonstrate proper execution of 
procedures





Randall.Hand@psc.alabama.gov

mailto:Randall.Hand@psc.alabama.gov

